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C5rtiSS5Srt^^ for ^ ach dastic ^ 

like composites and products such as disposable garments (including diapers, 
twining pants, and adult incompetence briefs) in which they are used. 

Known are elastic sheet-like composites of the type comprising a 
^tipUdty of elongate strands of resiliency elastic material, and one or more sheets 
of flexible material anchored at spaced bonding locations to longitudinally spaced 
parts of the clastic strands so that arcuate portion, of the sheets project from the 
elastic anmds otfw** those sheet bonding locations. U.S. Patents Nos. 4,552,795 
„d4 640 859 pmvide illustrative example*. While the structures of the elasnc 
sheet-like composites described in those patent, and the method, and cement by 

have features that present Bmitation, for certain other purposes. 
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structures. These elastic sheet-like composites provides advantages when used for 
many purposes particularly including being incorporated in disposable garments 
such as diapers, training pants, or adult incompetence briefs. The present invention 
also provides novel methods and novel equipment for making the elastic sheet-like 
5 composites that causes the elastic sheet-Eke composites to be well constructed and 
yet inexpensive to make, and affords versatility in selecting characteristics of the 
elastic sheet-like composites to be produced without major modifications of the 
equipment. 

According to the present invention there is provided a method for forming 

10 an elastic sheet-like composite which comprises (1) provid ing a first sheet of 
flexible material ( e.g., a polymeric film, or a sheet of woven natural or polymeric 
fibers, or nonwoven natural or polymeric fibers that are bonded internally of the 
sheet); (2) forming the first sheet of flexible material to have arcuate portions 
projecting in the same direction from spaced anchor portions of the first sheet of 

15 flexible material; (3) cxtrudmgspaced gene rall y parallel elongate strands of molten 
therrnoplssticmg^ ckstic when coole d (e.g., elastomcric 

polyester, polyurfctL&afc, polystyrene-polyisoprene-polystyrene, polystyrene- 
polybutadiene-polystyrene or polystyrene-poly(cthyiene»butylene}*polystyrene) onto 
the anchor portions of the first sheet of flexible material to form, when cooled and 

20 solidified, resiliency elastic strands thermally bonded to and extending between the 
anchor portions of the first sheet of flexfcle material with the arcuate portions of the 
first sheet of flexible material projecting from corresponding elongate surface 
portions of the strands. 

By this method there is provided a novel elastic sheet-like composite 

25 comprising the multiplicity of generally parallel extruded elongate strands of 
resiBentiy elastic thermoplastic material extending in generally parallel spaced 
relationship, and the first sheet of flexible maternal that has anchor portions 
thermally bonded at first sheet bonding locations to longitudinally spaced parts of 
the elastic strands along corresponding elongate surface portions, and has arcuate 

30 portions projecting from those elongate surface portions of the elastic strands 
between the sheet bonding locations. 
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Extruding the elastic strands onto the anchor portions of the first sheet of 
flexible material causes the molten strands to form around and be indented by the 
arcuate convex surfaces of the anchor portions at the bonding locations with the... 
bonds between the solidified strands and the. anchor portions at the bonding. , 
5 locations extending along the entire parts of the strand's surfiices Oat are dosdy 
adjacent the anchor porti ons. The so lidified strands have uiufonn morphology 
along their lengths including at those bonding locations and remain elastic at the 
bonding locations. The strands can be pressed against the convex surfaces of the 
anchor portions at the bonding locations so that the strands have a greater width 
10 between the opposite dongate side surface portions of the strands along the 
bonding locations than between the bonding locations to provide very firm 
attachment between the first sheet and the strands. The elastic sheet-like composite 
can be stretched longitudinally of the elastic strands without breaking that 
attachment so that the normally arcuate portions of the sheet material or sheet 

15 materials can lay along the side surface of the strands. During such stretching, the 
clastic sLeet-Uke composite according to the prescm omsmioG provides ihe 
advantage thar k will main its width in a direction transverse to the strands instead 
of necking down or become narrower at its midsection in a direction transverse of 
the strands (L<L, such narrowing wifl occur melastk sheet-tike composites which 

20 have a resiliently elastic sheet instead of the spaced elastic strands bonded to the 
anchor portions of the flexible sheet material). The resiliently elastic strands will 
retain a tension in the elastic sheet-like composite while they are stretched, and 
when the elastic sheet-like composite is released, will recover to their normal length 
to again cause those normally arcuate portions of the first sheet material to again be 

25 arcuate. 

In the method described above for forming an elastic shett-like composite 
the forming step can comprise the steps of (1) providing first and second generally 
cylindrical corrugating members each having an axis and including a multiplicity of 
spaced ridges defining the periphery of the corrugating member, the ridges having 
30 outer surfaces and defining spaces between the ridges adapted to receive portions of 
the ridges of the other corrugating member in meshing relationship with the sheet of 
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flexible material therebetween; (2) mounting the corrugating members in axially 
parallel relationship with portions of the ridges in meshing relationship; (3) rotating 
at least one of the corrugating members; (4) feeding the sheet of flexible material 
between the meshed portions of the ridges to generally conform the sheet of flexible 
5 " material to the pcriphqy of the first comigatmg member and form the arcuate 

portions of the sheet of flexible material in the spaces between the ridges of the first 
corrugating member and the anchor portions of the sheet of flexible material along 
the outer surfaces of the ridges of the first corrugating member; and (5) retaining 
the formed sheet of flexible material along the periphery of the first corrugating 
id member for a predetermined distance after movement past the meshing portions of 
the ridges; and the extruding step includes providing an extruder tfr^t, through a die 
with spaced openings, extrudes the spaced strands of molten thermoplastic material 
onto the anchor portions of the sheet of flexible material along the periphery of the 
first corrugating member within the predetermined distance. This method allows 
15 the diameter of the strands to be easily varied by either changing the pressure in the 
extruder by which the strands are extruded (eg,, by changing the extruder screw 
speed or type) and/or by changing the speed: zt which the first corrugatmg member, 
and thereby the first sheet material, is moved (Lc, for a given rate of output from 
the extruder, increasing the speed the first sheet material is moved will decrease the 
20 diameter of the strands, whereas decreasing the speed at which the first sheet 

materialis moved win increase the diameter of the strands). Also, the die through 
whic^ material can have an easily " 

changeable die plate in which are formed a row of spaced op eninplhrouggwhich- 
^the strands of molten thermoplastic material are extruded. Such die plates with 
25 openings of different Idiameten and differe^ be " 

form^by~electricaLdisc^ 

for the strands. J/arjri spacing and/or di^eters fdrtEe~opraing$ aldrig-the length y 
of the row of openings b one die pUtej^J>e_us<^ibn pro duce a n 

^eSsficlfi^^e'CO^ratewhich, when stmchgdl onghudinaUy of its strands. jwiU_ 
30 be under great gtengon adjacent its cdgcsj Hiralld^ 

p ortion betw een those^edge s because of lar g er or more closely spa ced strands 
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adjacent its edges. Similar effects can be achieved by shaping and or modifying the 

^ ■ , . 

die to fonmhollow strands, strands with shapes other than round (e.g., squareor + 

shaped) or by-component strands. 

Xf£aicate<Ubove> the elastic sheet-like composite according to the present 

invention w fato include a second sheet of flexib le material having anchor 

portions thermally bonded at second sheet bo nding locations to long ifi idimlly 

s paced parts of the elastic strands along corresponding second dongatesarface 

p ortions thereof and having arcuate portions projectin g from the second elongate 

surface portions of the elast ic strands between the second sheet bond rngJocations. 

10 ~~~~~ Using the method described above; such a second sheet of flexible material 

can be provided in the elastic sheet-like composite in at least two different ways. 

One way is to form the second sheet of flexible material to have arcuate portions 

projecting in the same direction from spaced anchor portions of the second sheet of 

flexible m a t r ri a l; and positioning the spaced anchor portions of the second sheet of 

15 flexible material in closely spaced opposition to the spaced anchor portions of the 

first shef* of flexible materia! with the sreuafe portions of the first and second 

sheets of flexible mctcrisl projecting in opposite directions so tL&t the spac« 

generally parallel elongate strands of molten thermoplastic material are extruded 

between and onto the anchor portions of both the first and second sheets of flexible 

20 material to form resiliently clastic strands bonded to and extending between the 

anchor portions of both the first and second sheets of flexible material Another 

way is to provide a second sheet of stretchable flexible material that, when 

stretched, will retain most of the shape to which h is stretched; and to position one 

surface of the second sheet of flexible material in dosely spaced opposition to the 

25 spaced anchor portions of the first sheet of flexible material on the side of its spaced 

anchor portions opposite its arcuate portions so that the spaced generally parallel 

elongate strands of molten thermoplastic material are extruded between and onto 

/both the anchor portions of the first sheet of flexible material and the adjacent 

surface of the second sheet of flexible material to form resQiently elastic strands 

30 bonded to and extending between the anchor portions of the first sheet of flexible 

material and extending along and bonded at spaced locations corresponding to 
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those anchor portions along the surface of the second sheet of flexible material; and 
then to stretch the elastic sheet-like composite longitudinally of the strands after 
they are cooled and solidified to permanently stretch the second sheet of flexible 
material so that upon elastic recovery of the elastic strands, the second sheet of 
5 flexible material will have arcuate portions projecting from corresponding side 
surface portions of the strands. 

Either or both of the first and second sheets of flexible material in the elastic 
sheet-like composite can be (1) of polymeric film (e.g., polypropylene, polyethylene 
or polyester), (2) of conventionally woven fle^lefihcra or material, (3)^fnnn- 
10 woven flexible fibers or material, (4) of multi layer non-woven materials. (SXfif. 
nonwoven fibers that are bonded intern ally of theshcst(e.g. t including fibers that 
are needle punched, hydro entangled, spun bonded, thermally bonded, bonded by 
various types of chemical bonding such as laytex bonding, powder bonding, etc.) 
such as fibers of polypropylene, polyethylene, polyester, nylon, cellulose, super 
-15 absorbent fibers, or polyamide, or combinations of such materials such as a core of 
polyester hxnd a sheath of polypi opyieue which provides relatively high strength due 
to its com material and is easily bonded due to its sheath material fibers of one 
material or fibers of different materials or material combinations may be used in the 
same sheet of material, or (6) fibers or materials of the types described above that 
20 have been prepared by the "Microcreping Process for Textiles" using the- . . 
* t Micrex/Mit iuac per <t equipment available from Micrex Corporation, Walpole, 
MA, that bears the U S. Patent Nosl 4,894,169; 5,060,349; and 4,090,385, which 
fibers or materials are crinkled and compressed within the sheet so that the sheet is 
compacted in a first direction along its surfaces and can be easily expanded in that 
25 first direction by partial straightening of the fibers in the sheet Such sheets of 
crinkled and compressed fibers can both provide loops for book and loop fasteners, 
and can allow the elastic sheet-like composite to be expanded past the condition 
where the major surfaces of the sheets of crinkled and compressed fibers are 
straightened, which can be an advantage for some uses of the elastic sheet-like 
30 composite. Such first and second sheets should be of polymeric materials that 
thermally bond with the resiliency elastic thermoplastic material from which the 



-6- 



WO 95734264 



PCT/US9S/0S817 



strands are extruded at the temperature of the extrudate, and if such first and 
second sheets and the resiliency elastic thermoplastic material from which the 
strands are extruded comprise generally the same thermoplastic ««»t»ri*i the 
extrudate can become fused to the anchor portions of the sheets of polymeric 




The elastic sheet-Eke composite can be conveniently included in a disposable 
garment (eg-, a disposable diaper or training puts or adult facominrncff brief) of 
the type including an outer or covering polymeric layer by adhering the first sheet of 
flexible material (or the second sheet of flexible material, if present) surface to 
surface with the outer or covering polymeric layer (eg., around the waist or leg 
opening of the garment) so that the strands cause the covering polymeric layer to 
have arcuate portions projecting away from the first elongate sur&ce portions of the 
elastic strands between the sheet bonding locations corresponding to the arcuate 
portions of the first or second sheet of flexible material. Alternatively, when the 
15 disposable garment is a diaper or training pant or adult incontinence brie£ the first 
sheet of flexible material am form the ouia or covering layer of the gmnenx with 
the clastic strands &long its inner surface, n&6 conventional absorbent lining or 
padding material can be positioned along the side of the strands opposite the 
covering layer. With tins structure, the entire covering layer of the disposable 
20 garment can be stretched, and the elastic strands may 

oriented so that they provide a desired amount of resilient elasticity to keep the 
garment in place on a person wearing it without applying too much pressure to that 
person. 

The elastic sheet-like composite can also be formed by a method comprising 
25 the steps of (1) providing a sheet of stretchable flexible material that when stretched 
in a first direction will retain most of thelengthtowhichitis stretched; (2) 
extruding spaced generally parallel elongate strands of molten thermoplastic 
material that is resiliently elastic when cooled; (3) thermally bonding together 
spaced anchor portions of the first sheet of flexible material and spaced portionTof 
30 the resiliently elastic strands so that the strands extend in the first direction between 
the anchor portions of the first sheet of flexible material with a side surface of the 
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first sheet of flexible material laying along elongate side surface portions of the 
strands; and (4) cooling and solidifying the strands Such elastic sheet-like 
composite can be stretched longitudi nally of the strands so th y upon glyftic 



recovery of the strands, the sheet of flexible material will have arcuate portions 
5 projecting from corresponding side su rface portions of the strands. 

Additionally, the elastic sheet-like composite can also be formed by a 
method comprising the steps of (1) providing a sheet of flexible material having 
opposite mtgor surfaces; (2) compacting the sheet in a first direction parallel to the 
surfaces so that the compacted sheet can be extended in the first direction in the 

10 range of 1.1 to over 4 times (and preferably over 1 J times) its compacted length in 
the first direction; (3) extruding spaced generally parallel elongate strands of molten 
thermoplastic material that is resilicn d y elastic when cooled onto one of the surfaces 
of the compacted sheet to form resiliency elastic strands thermally bonded to and 
extending in the first direction along the first compacted sheet; and (4) cooling and 

15 solidifying the strands. 

The present invention will be further described with reference to the 
accompanying drawing wherein like reference numerals refer to like parts in the 
20 several views, and wherein: . 

Figure 1 is a schematic view illustrating a first embodiment of a method and 

equipment according to the present invention for making a first embodiment of an 
elastic sheet-Eke composite according to the present invention; 

Figure 2 is a perspective view of the first embodiment of the elastic sheet* 
25 like composite according to the present invention made by the method and 
equipment illustrated in Figure 1; 

Figure 3 A is a fragmentary enlarged sectional view taken approximately 
along line 3A-3A of Figure 2; 

Figure 3B is a fragmentary enlarged sectional view taken approximately 
30 along line 3B-3B of Figure 2; 
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Figure 4 is a schematic view illustrating a second embodiment of a method 
and equipment according to the present invention for making a second embodiment 
of an elastic sheet-like composite according to the present invention; 

Figure 5 is a perspective view of the second embodiment of the elastic 
5 sheet-Eke composite according to the present invention made by the method and 
equipment illustrated in Figure 4; 

Figure 6 is a fragmentary enlarged sectional view taken approximately along 
line 6-6 ofFigure 5; 

Figure 7 is a fragmentary front view of a die plate included in the equipment 
10 illustrated in Figures 1 and 4; 

Figure 8 is a fragmentary sectional view similar to that of Figure 6 which 
illustrates possible variations in the size and spacing of strands included in the 
elastic sheet-like composite; 

Figure 9 is a schematic view illustrating a third embodiment of a method and 
15 equipment according to the present invention for making the second embodiment of 
tiie d&stic slittt-IIkfc composite according to lit present invention illustrated in 
FigureS; 

Figure 10 is a schematic view illustrating a fourth embodiment of a method 
and equipment according to the present invention for making a third embodiment of 
20 the elastic sheet-like pomposhe according to the present invention; 

Figure 1 1 is a fragmentary view taken approxim ately along Hne 1 1 ofFigure 

10; 

Figure 12 is a schematic view illustrating a fifth embodiment of a method 
and equipment according to the present invention for making the first embodiment 
25 of the elastic sheet-Eke composite according to the present invention illustrated in 
Figures 2 and 3; 

Figure 13 is a plan view of a first embodiment of a disposable garment or 
diaper incorporating elastic sheet-like composite according to the present invention; 

Figure 14 is a perspective view of an assembly from which can be made a 
30 second embodiment of a disposable garment (Le., a diaper or training pants) 
incorporating elastic sheet-like composite according to the present invention; 
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Figure 15 is a schematic view illustrating a sixth embodiment of a method 
and equipment according to the present invention for making a fourth embodiment 
of the elastic sheet-like composite according to the present invention; 

Figure 16 is a perspective view of the fourth embodiment of the elastic 
5 sheet-like composite according to the present invention made by the method and 
equipment illustrated in Figure IS; 

Figure 17 is a perspective view of a fifth embodiment of the elastic sheet- 
like composite according to the present invention that can be made by the method 
and equipment illustrated in Figure 15; and 
10 Figure 18 is a schematic view illustrating a sixth embodiment of a method 

and equipment according to the present invention for making sixth and seventh 
embodiments of the elastic sheet-like composite according to the present invention. 

15 Referring now to Figure 1 of the drawing, there is schematically illustrated a 

ferf embodiment of z. method and equipment according to the prc5cnt invention for 
making & first cmLodlmtat of an elastic shea-like composite 10 according to the 
present invention which is illustrated in Figures 2 and 3. 

Generally the method illustrated in Figure J involves providing a first sheet 

20 12 of flexible material; forming the first sheet 12 of flexible material to have arcuate 
. portions 13 projecting in the same direction from spaced anchor portions 14 of the 
first sheet 12 of flexible material; extruding spaced generally parallel elongate 
strands 16a of molten thermoplastic material that is resiliently elastic when cooled 
onto the anchor portions 14 of the first sheet 12 of flexible material to form 

25 resiliently elastic strands 16 thermally bonded to and extending between the anchor 
portions 14 of the first sheet 12 of flexible material with die arcuate portions 13 of 
the first sheet 12 of flexible material proj ecting from corresponding elongate side 
surface portions 18 of the strands 16; and cooling and solidifying the strands 16. 

As illustrated in Figure 1, the equipment for performing the method includes 

30 first and second generally cylindrical corrugating members 20 and 21 each having an 
axis and including a multiplicity of spaced ridges 19 defining the periphery of the 
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corrugating member 20 or 21, the ridges 19 having outer surfeces and defining 
sp aces between the ridges 19 adapted to receive portions of the ridges 19 of the 
other corrugating member in meshing relationship with the first sheet 12 of flexible 

;W . material therebetween; means for mounting the corrugating members 20 and 21 in 
5 axiaQy parallel relationship with portions of the ridges 19 in meshing relationship; 
means for rotating at least one of the corrugating members 20 or 2 1 so that when 
the first sheet 12 of flexible material is fed between the me she d portions of the 
ridges 19 the first sheet 12 of flexible material will be generally conformed to the 
periphery of the first corrugating member 20 to form arcuate portions 13 of the first 

10 sheet 12 of flexible material in the spaces between the ridges 1 9 of the first 
corrugating member 20 and to form anchor portions 14 of the first sheet 12 of 
flexible material along the outer surfeces of the ridges 19 of the first corrugating 
member 20; means (Le^ including the surface of the first corrugating member 20 
being roughened by bong sand blasted or chemically etched and being heated to a 

15 temperature generally in the range of 25 to 1 50 Fahrenheit degrees above the 

temperature of the first sheet 12 of flexible material) ibr itsaining the formed first 
riujsi. 12 offlcdbffc xnsicrial along the periphery of the Srri: ccmjjjating member 20 
for a predetermined distance after movement past the meshing portions of the ridges 
19; m ean s in die form of an extruder feeding a die 22 with a changeable; die plate 23 

50 (see Figure 7) with spaced through openmgs 40 for ©ctniding recently clastic 
thennoplastfcmaie^ 

polyisoprene>-porystyr«e, porystyrenc-porybuta&^ or polystyrene- 

pory(eth^ene4nitylene>-polystyrene, or the elastomeric polyolefin described in 
European Patent Application No. 0,416815, the content whereof is incorporated 

23 heron by reference, or the elastomeric low density polyethylene sold by Dow 

Chemical under the trade name "Engage" whidi is made uang Tnate" technology) 
to form a multiplicity of generally parallel elongate molten strands 16a of the 
resfliently elastic thermoplastic material extending in generally parallel spaced 
relationship and for positioning the molten strands 16a on the anchor portions 14 of 

30 the first sheet 12 of flexible material along the periphery of the first corrugating 
member 20 within the predetermined distance. Also, that equipment farther 
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includes a generally cylindrical cooling roU 24 having an axis; means for rotatably 
mounting the cooling roll 24 in anally parallel relationship with the corrugating 
members 20 and 21 with the periphery of the cooling roll 24 closely spaced from 
and denning a nip with the periphery of the first corrugating member 20 at the 
5 predetermined distance from the meshing portions of the ridges 19; and means 
including a nipping roDer 25 for moving the elastic sheet-Eke composite 10 for a 
predetermined distance around the periphery of the cooling roll 24 past the nip with 
the str ands 16 in contact with the cooling roll 24 to cool and solidify the strands 16. 

The structure of the elastic sheet-like composite 10 made by the method and 
equipment illustrated in Figure 1 is best seen in Figures 2, 3 A and 3B. The elastic 
sheet-like composite 10 comprises the multiplicity of generally parallel elongate 
strands 16 of resiliency elastic thermoplastic material extending in generally parallel 
spaced relationship. Each of the strands 16 is generally cylindrical and has opposite 
elongate side surface portions 26 (See Figure 3 A) that are spaced from and are 
15 adjacent the elongate side surface portions 26 of adjacent strands; and each of the 
strands 16 dsc has corrcrpondbag opposite first and second dongate surface 
portions IS and 2S extending between its opposite elongate side surface portions 
26. The spaced anchor portions 14 of the first sheet 12 of flexible material are 
\ thermally bonded at first sheet bonding location to longitudinally spaced p arts of 
20 to strands 16 along their 

portions 13 of the first sheet 12 of flexible material project from the first elongate 
surface portions 1 8 of the elastic strands 16 between the first sheet bonding 
locations. The first sheet bonding locations are spaced about the same distances 
fiom each other and aligned in generally parallel rows extending transverse of the 
25 strands 16 to form continuous rows of the arcuate portions 13 projecting about the 

same distance from the first surface portions 18 ofmestrands 16. Because the 
""" elastic strands 16 have been exttuded in molten form onto the anchor portions 14 of 
the first sheet 12 of flexible material they can be pressed onto the anchor portions 
14 of the first sheet 12 by the spacing between the ridges 19 on the first corrugating 
30 member 20 and the periphery of the cooling roll 24. in which case the molten 

strands 16 form around and are indented by the arcuate convex adjacent surfaces of 
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the anchor portions 14. The bonds between the strands 16 and the anchor portions 
14 at the first sheet bonding locations extend along the entire parts of the strand's 
surfaces that are closely adjacent the anchor portions 14. As is illustrated in Figure 
** • 3B, those parts of the strand's surfaces that are closely adjacent the anchor portions 
5 14 can be widened along the surfaces of the anchor portions 14 by the indentations 
of the strands 16 by the anchor portions 14. Thus the areas of bonding between the 
strands 16 and the anchor portions 14 are at least as wide and can advantageously 
be r"««» wider between their opposite elongate side surface portions along their 
sheet bonding locations than between their sheet bonding locations at the anchor 

10 portions 14. 

Alternative structures that could be provided for the elastic sheet-like 
composite 10 include spacing the ridges 19 around the corrugating members 20 and 
21 to produce repetitive patterns of different soarings between the anchor portions 
14 of the first sheet 12, thereby causing the continuous rows of the arcuate portions 

15 13 to project at different distances from the first surfece portions IS of the strands 

Figure 4 uhiStmes s second embodiment of a mctliod and wvuipraent 
according to the present invention for makmg a secemdem^ 
sheet-^ compo^ 30 aeconfing to to present indention, which sheet 30 b 

20 fflustratedfcE 

sunilar and uses mutb of the sam^ 

portions of that equipment have been given the same reference numerals and 
perform the same functions as they do in the equipment illustrated in Figure I. In 
addition to the general method steps described above with reference to Figure 1, the 

25 method illustrated in Figure 4 further generally includes the steps of providing a 
second sheet 32 of material (eg, polytneric or other material th^ 
or film or could be a nonwoven layer); forming the second sheet 32 of material to 
have arcuate portions 33 projecting in the same direction from spaced anchor 
portions 34 of the second sheet 32 of material; and positioning the spaced anchor 

30 portions 34 of the second sheet 32 of material in closely spaced opposition to the 
spaced anchor portions 14 of the first sheet 12 of flexible material with the arcuate 
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portions 13 and 33 of the first and second sheets 12 and 32 of material projecting in 
opposite directions; and the extruder die 23 extrudes the spaced generally parallel 
elon gate strands 16a of molten thermoplastic material between and onto the anchor 
portions 14 and 34 of both die first and second sheets 12 and 32 of material to form 
5 resifiently elastic strands 16 bonded to and extending between the anchor portions 
14 and 34 of both the first and second sheets 12 and 32 of material with the arcuate 
portions 13 and 33 of the first and second sheets 12 and 32 of material projecting in 
opposite directions from opposite corresponding first and second elongate side 
surface portions 18 and 28 of the strands 16. 

10 The equipment illustrated in Figure 4 t in addition to the first and second 

corrugating members 20 and 21, and the extruder 22 which are operated in the 
manne r described above with reference to Figure 1, further includes third and fourth 
generally cylindrical corrugating members 36 and 37 each having an axis and 
including a multiplicity of spaced ridges 38 defining the periphery of the corrugating 

15 member 36 or 37, the ridges 38 having outer surfaces and defining spaces between 
the ridges 3£ adapted to receive portions of the ridge* 3£ of the other corrugating 
member 36 or 37 in mcsUvg relationship with the second sheet 32 of flexible 
material therebetween; means (which could be provided by a frame, not shown) for 
mo u nt ing the third arid fourth corrugating members 36 and 37 in axiaHy parallel 

20 relationship with portions of the ridges 38 in meshing relationship; m eans for 

rot a tin g at least one of the third and fourth corrugating members 36 and 37 so that 
when the second sheet 32 of material is fed between the meshed portions of the 
ridges 38 the second sheet 32 of material will be generally conformed to the 
periphery of the third corrugating member to form arcuate portions 33 of the 

25 second sheet 32 of material in the spaces between the ridges 38 of the third 

corrugating member 36 and to form ^ anchor portions 34 of the second sheet 32 of 
material along the outer surfaces of the ridges 38 of the third corrugating member 
36; and m ea ns (Le^ including the sur&ce of the third corrugating member 36 being 
texturized or roughened by being sand blasted or chemically etched and being 

30 heated to a temperature generally in the range of 25 to 150 Fahrenheit degrees 
above the temperature of the first sheet 32 of flexible material) for retaining the 
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formed second sheet 32 of material along the periphery of the third corrugating 
member 36 for a predetermined distance after movement past the meshing portions 
of the ridges 38 of the third and fourth corrugating members 36 and 37. The third 
corru gating member 36 j$ po sitione d in spaced relationship from the first 
5 corru gating member 20 so that the extruder die 22 positions the molten strands 16a 
on the anchor portions 1 4 and 34 of both the first and second sheets 1 2 and 32 of 
material along the peripheries of the first and third corrugating members 20 and 3 6 
within the predetermined distance. Air ducts 39 are provided to blow streams of 
cool air agains t opposite sides of the elastic sheet-like composite 30 to solidify the 

10 strands 16a and the bond between the strands 16a and the anchor portion 14 and 34 
of the sheets 12 and 32. 

The structure of the elastic sheet-like composite 30 made by the method and 
equipmemiflustmedinFigin*4isbest seen in Figures 5 and 6. The elastic sheet- 
like composite 30 co mpris es the multiplicity of generally parallel elongate strands 

15. 16 of resiEemly elastic thermoplastic materia] extending in generally parallel spaced 
relationship. Each of the stnmds 16 opposite eioegMe side surface portions 26 
(£«. Figure 6) tim. spaced from tnd art: nehemt Ac clongzie side surftce 
portions 26 of adjacent strands; and each of the strands 16 also has corresponding 
opposite first and second elongate surface portions 18 and 28 extending between .-its 

20 opposite elongate side suffice potions 26. Hie spaced anchor portions 14 of the 
first sheet 12 of fle»Me material are thennaDy bonded at fim sheet bonding 
locations to longitudinally spaced parts of the strands 16 along their first elongate 
surfice portions 18, and the arcuate portions 13 of the first sheet 12 of flexible 
material project from the first elongate surfecc portions 18 of the elastic strands 1 6 

25 between the first sheet bonding locations. The second sheet 32 of m ate ri al has its 
spaced anchor portions 34 thermally bonded at second spaced sheet bonding 
locations to longitudinally spaced parts of the strands 16 along their second 
elongate surfece portions 28 t and has its arcuate portions 33 projecting from the 
second elongate surface portions 28 of the elastic strands 16 between the second 

30 sheet bonding locations. The first and second sheet bonding locations are opposed 
to each other, are spaced about the same distances from each other, and are aligned 
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in generally parallel rows extending transverse of the strands 16 to form continuous 
rows of the arcuate portions 13 and 33 projecting about the same distances from the 
first and second surfece portions 18 and 28 of the strands 16. Because the elastic 
strands 16 have been extruded in molten form onto the anchor portions 14 and 34 
5 of both the first and second sheets 12 and 32, the molten strands 16 can form 
around and be indented on opposite sides by the arcuate convex adjacent surfaces 
of the anchor portions 14 and 34. The bonds between the strands 16 and the 
anchor portions 14 and 34 at the first and second sheet bonding locations extend 
along the entire parts of the strand's surfaces that are closely adjacent the anchor 

10 portions 14 and 34, which parts can be widened along the surfaces of the anchor 
portions 14 and 34 by the indentations of the strands 16 by the anchor portions 14 
and 34. Thus, the areas of bonding between the strands 16 and the anchor portions 
14 and 34 are at least as wide and can be wider between their opposite elongate side 
surfece portions along their sheet bonding locations than between their sheet 

15 bonding locations at the anchor portions 14 and 34. 

Alternative structures that could be provided for the elastic sheet-like 
composite 30 (in addhiou to the; dieroat structures noted, above for iht- shoe* like* 
composite 10) include spacing the anchor portions 14 of the first sheet 12 and the 
anchor portions 34 of the second sheet 32 at different spacings along the strand* 16 

20 and/or causing the continuous r^ portions 13 and 33 to project at 

different distances from the first and second sur&ce portions 18 and 28 of the 
strands 16; or causing one of the sheets 12 or 32 to be discontinuous along its 
length, or across its width. 

Figure 7 illustrates the face of the die 22 through which the molten strands 

25 16a of molten thermoplastic material are extruded. The die 22 has spaced openings 
40 (e.g^ 0.762 mflfimetff or 0.03 inch diameter openings spaced 2.54 mflgmeter or 
0.1 inch center to center) in hs die plate 23 preferably formed by the known 
electrical discharge machining technique. The-die plate 23 is retained in place by 
the bolts 41, and can be easily replaced with a die plate with openings of different or 

30 varied si zes , which openings are spaced on different or varied centers to produce a 
desired pattern of strands from the die 22. 
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Figure 8 illustrates an elastic sheer-like composite 30b similar to that 
illustrated in Figures 5 and 6 and in which similar parts are identified with similar 
reference numerals except for the addition of the suffix "b\ Figure 8 shows one of 

tna^po^tewiato 
cause the elastic sheet-like composite 30b when stretched longtaidinally of its 
strands 16b to be under greater or lesser tensions across its width normal to the 
strands depending on the spacing and or diameters of the strands 1 6b. 

Figure 9 illustrates a third embodiment of a method and equipment 
according to the present invention for making the elastic sheet-like composite 30 
accc^gtothepresentinvention. The method fflustrated in Figure 9 is quite 
similar to and uses most of the same equipment as is illustrated in Figure 1, and 
similar portions of that equipment have been given the same reference numerals and 
perform the same functions as they do in the equipment illustrated in Figure 1. In 
addition to the general method steps described above with reference to Figure 1, the 
method illustrated in Figure 9 further generally includes the steps of providing a 
secon d sheet 32a of s tretchable flexible material that when saeicaed wffi retain most 
of the shape r.o which it Is stretched; and__ 

po sMomng one surface of thej ec^djheet T ? a of flnrihlr matm al in c l os el y spaced 
^pc^dn to foe spaced arirhorp^cms 14 of the first sheet 12 of flexible material 
on thesideof the spaced anchoriwrions 14 opposite the agate portions 13 of the 
first sheet 12 of flexible material sdtfotttecxfflder die 33 cxtradgihaJpaccd 

"generally parallel elongate strand^ofmojten thermoplastic niateria jjetween^ndl^ 
o^ tol^u^ ctorporti^^ of flexible material and the 

afli ccm surfacelu^^ ^ ' 
elastic strands 16 b onded to and extending between the anchor portions 14 of th e 
fe gjheeil2 of flexible material and extending along and bonded to spaced 
locations alonglhe surface of thejecond sheet 32a of flexib le material opposite the 
anchor portions 14 of thefirstsheet 12 of flexible material; and then stretching the 

elastic sheet-like ^^gajon^dinally of the strands 16 after they are 

cooled and soudifiedto^erm^^ 

material so that upon elastic recovery of the strands 16, the second sh ect32a of 
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flexible material wfll have arcuate portions 33 projecting from corresponding side 
surface portions 28 of the strands 16. 

The equipment illustrated in Figure 9, in addition to the first and second 

corrugating members 20 and 21. the 9*^.&MWte£*&L$?. 
nipping rollers 24 and 25 which are operated in the manner described above with 
reference to Figure 1, further includes a nipping roller 42 that by rotation of the 
cooling roll 24 allows the second sheet 32a of flexible material to be fed into the nip 
between the cooling roll 24 and the first conugatmg member 20, a pair of nipping 
rollers 44 and 45 (the roller 44 of which may be heated so that it heats the second 
sheet 32a after it is attached to the strands 16 in that nip if that is desired or needed 
to process the composite 30), and a pair of nipping rollers 46 that are rotated at a 
surface speed sufficiently fester than that of the nipping rollers 44 and 45 to stretch 
the second sheet 32a in the manner described above, so that after the elastic sheet- 
like composite 30 moves past the nipping rollers 46 the strands 16 will return to 
their normal or un-stretched length, and the second sheet 32a of flexible material 
will have arcuate portions 33 projecting from coiTesponding side surface portions 
255 of the axsidz J 6. The- flat, noo-corrugsted second sheet 32a could,, for example, 
be made of 3M brand porous film (30*9-8-044). which is a stretchable porous 
porjrmcrlr film inT™ ****** will retain most of the shape to which it 

is stretched axwfcrwb^ 

sttetcamg; of material that has been compacted (e.g.. 

compacted or shortened along its length at up to a 4 to 1 ratio so that its compacted 
length can be only one quarter or less than the original length) using the Micrex 
process described above which allows for longitudinal stretching of the second 
sheet 32a after it is bonded to the strands 16. and normally does not benefit from 

.. the roller 44 being heated. .... 

Figures 10 and 1 1 illustrate a fourth embodiment of a method and 
equipment according to the present invention for making an elastic sheet-like 
composite 50 according to the present invention. The elastic sheet-like composite 
50 has portions that are similar to corresponding portions of the elastic sheet-like 
composite 10. and have been given the same reference numerals with the addition of 
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the suflBx "c". The method illustrated in Figures 10 and 1 1 uses some of the same 
equipment as is illustrated in Figure 1, and similar portions of that equipment have 
been given the same reference numerals and perform the same functions as they do 
in the eornptneotuTustrmtedin Figure 1. The first and second corrugating members 
5 20 and 21 of Figure 1, however, have been replaced by first and second cylindrical 
corrugating members or rollers 51 and 52 each having an axis and including a 
plurality of generally annular, rircunuerentially extending, anally spaced parallel 
elongate ridges 53 around and defining its periphery, with the ridges 53 having 
outer surfaces and defining spaces between the ridges 53 adapted to receive 
10 portions of the ridges 53 of the other corrugating member 51 or 52 in meshing 
relationship with the sheet of flexible material 12a between the meshed portions of 
the ridges 53. The corrugating members 51 and 52 are mounted in axially parallel 
relationship to mesh portions of the ridges 53 of the corrugating members 51 and 
52. While neither corrugating member 51 or 52 need be rotated (Le., the sheet of 
15 flexible material 12c could be pulled between fixed guides shaped like the adjacent 
and other portions of the corrugating members that are contacted by the sheet of 
StxJbit- material 12c at any om. time), preferably at least the ccmsgariag member 5) 
is rotated; and the sheet of flexible material 12c u fed between the meshed portions 
ofthe ridges 53 <tftiiecbtnigatmg tnembers 51 and 52 to generally conformthe 
20 sheet of flexibte inaterial 12c to the periphery of ttefim corrugating member 51 
and form the arcuate portions 13c of thesbeet of flexible inaterial 12c in the spaces 
between the ridges 53 ofthe first corrugating member 51 and the generally parallel 
ancho r portions 14c ofthe sheet of flexible material 12c along the outer surfaces of 
the ridges 53. The formed sheet of flexible material 12c is retained along the 
25 periphery ofthe first corrugating member 5 1 after separation ofthe ridges 53 ; the 
spaced strands 16c of extruded moheu elastic thermoplastic material from the die 
22 are deposited along the formed sheet of flexible material 12c along the periphery 
ofthe first corrugating member 51 while the die is reciprocated axially ofthe 
corrugating members 5 1 and 52 so that the strands 1 6c form an undulating or 
30 generally sinusoidal or similar pattern with the strands bridging or extending 

between a plurality ofthe anchor portions 14c (i.e., at least two and, as illustrated. 
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three anchor portions 14c). so that the molten strands partially envelope and adhere 
to the arcuate anchor portions 14c of the sheet of flexible material 12c at spaced 
anchor locations, after which the elastic sheet-like composite 50 is separated from 
> die first corrugating member S i and carried partially around the cooling roll 25 to 

5 complete cooling and solidification of its strands 16c 

The elastic sheet-like composite 50 made by the method illustrated in 
Figures 10 and 1 1 differs from the elastic sheet-Eke composite 10 made by the 
method illustr ated in Figure 1 in that the rows of bonding locations 1 8c and the 
rows of arcuate portions 13c of the sheet offrorible material 12c projecting from 

io the strands 16c extend longimdinally in what is called the machine direction along 
the elastic sheet-like composite 50 instead of in what is called the cross direction or 
transversely across the elastic sheet-like composite as do the arcuate portions 13 in 
the elasti c sheet-like composite 10. Also, while the plurality of generally parallel 
elongate extruded strands 16c of resffienuy elastic thermoplastic material extend in 

15 generally parallel spaced relationship with each of the strands 16c having opposite 
elongate side surface portions that are spaced from and are adjacent xht elongate 
soot surface portions of s-diuxnt stvzuds 16c, the jsraads 16c extend in r. parallel 
undulating, generally gnusoidal p* Kef " ™*h the strands bridging or extending 
between a plurality tfto 

20 lines as do the strands 16 in the elastic sheet-Eke composite 10. 

Figure 12 illustrates a fifth embodiment of a method and equipment 
according to the present invention for making the elastic sheet-like composite 10 
according to the present invention. The method illustrated in Figure 12 is quite 
amuar to, and uses most of the same equipment as, the method illustrated in Figure 

25 9; and similar portions of that equipment have been given the same reference 

mt^m h nnA perform the same fimctions as they do in the equipment illustrated in 
Figure 9. As a modification of the general method steps described above with 
reference to Figure 9, the method illustrated in Figure 12 does not use either the 
first sheet 12 of flexible material or the first corrugating member 21. The second 

30 sheet 32a of stretchable flexible material that when stretched will retain most of the 
shape to which it is stretched has one surface placed in closely spaced opposition to 
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the ridges 19 on the ridged corrugating member 20 so that the extruder die 22 
extrudes the spaced generally parallel elongate strands of molten thermoplastic 
material therebetween which are pressed by the ridges 19 onto the adjacent surface 
of the second sheet 32a of flexible material tofiwmiesffientiy elastic strands 16 
5 bonded to and extending between spaced locations along the surface of the second 
sheet 32a of flexible material; and then stretching the sheet-like composite 32a 
longmidmaDy of the strands 16 after they are cooled and solidified to permanently 
stretch the second sheet 32a of flexible material so that upon elastic recovery of the 
strands 16, the second sheet 32a of flexible material will have arcuate portions 33 
10 projecting from corresponding side surface portions 28 of the strands 16. The 
equipment illustrated in Figure 12 includes the second corrugating member 20, the 
extruder 22 and extruder die 23, the cooling and nipping rollers 24 and 25 which 
are operated in the manner described above with reference to Figure 1; the nipping 
roller 42, the pair of nipping rollers 44 and 45 (the roller 44 may or may not be 
15 ' heated depending on the type of second sheet 32a being processed as noted above), 
and the pair of nipping rollers 46, an of which are operated in the manner described 
■ above wnh lefocncc to Figure 9, to thai after the dartre ^a-B t composite 10 
moves past the nipping roUers 46 the strands 16 . wffl return to th^ 
stmched length, attdthesecohd sheet 32a of flex^inaterialwullu^ arcuate 
20 portions 33 prcj^ ofthestrands 

• 16.- "• ■ - '■• "• 

Figure 13 illustrates a disposable garment or diaper 60 including a 
conventional flexible covering layer 62, and a layer 64 of conventional moisture 
absorbent padding 64 adhered to an inner surface of the covering layer 62. Two 
15 elongate strips 61 of the elastic sheet-like composite 10 illustrated in Figures 1. 2, 
and 3 m which me strand* 16 extend areadhered 
along the inner surface of the covering layer 62 along the edges that will form the 
leg openings of the diaper 60 when it is used. Also, two strips 63 of the elastic 
sheet-like composite 30 illustrated in Figures 5 and 6 in which the strands 16 extend 
longitodinally of the strips 63 are adhered along the outer surface of the covering 
layer 62 along the edges that will form the waist opening of the diaper 60 when it is 
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used. The outer surfaces of the first sheets 12 of flexible material on the two strips 
61 of the elastic sheet-like composite 10 are adhered (while the strands 16 are under 
tensi on to flatten the two strips 61) surface to surface with the inner surface of the 
flexible covering layer 62 along the edges ofthecoveringlayer 62 that define the 
5 leg openings for the diaper 60 when the diaper 60 is in use so that the strands 16 
cause the flexible covering layer 62 to have arcuate portions 65 projecting away 
from the elastic strands 16 corresponding to the arcuate portions 13 of the two 
strips 61 of the first sheet 12 of flexible material. Similarly, the outer surfaces of the 
first sheets 12 of flexible material of the two strips 63 of the elastic sheet-like 

10 composite 30 are adhered (while the strands 16 are under tension to flatten the 
strips 63) surface to surface with the outer surface of the flexible covering layer 62 
along opposite edges thereof that define the waist opening of the diaper 60 when 
the diaper 60 is in use so that the strands 16 cause the flexible covering layer 62 to 
have arcuate portions 66 projecting away from the elastic strands 16 corresponding 

15 to the srcuate portions 13 of the first sheet 12 of flexible material A sheet 67 of 
ccm'ejfiional loop msterial or nonwovea fibers or material that are bonded internally 
of \ht ihu* ihher repkm iht outer of the firs* or second sheets 12 or 22 of 
flexible material, or such a sheet 67 is adhered to the outer surfece of the outer of 
the first or second sheet 12 or 32 Of flexible material on the strip 63 of the elastic 

20 sheet-like composite 30 atone end of the diaper, that sheet 67 of loop or 

nonwoven material provides a loop festener portion ads^^ to be engaged by hook 
fastener portions 68 of the type described in U.S. Patent No. 4,894,060 (the content 
whereof is incorporated heron by reference) positioned or carried on the ends of 
tabs 69 at the other end of the diaper 60 to afford closing and opening of the diaper 

23 60. 

Among many alternative structures that could be provided for the disposable 
garment or diaper 60, the two strips 6 1 could be of the elastic sheet-like composites 
30 or 50 illustrated in Figures 4, 5 f and 6 or 10 and 11 respectively and/or the two 
strips 63 could be of the elastic sheet-like composites 10 or 50 illustrated in Figures 
30 1, 2, and 3 or 10 and 11 respectively. The two strips 63 could be adhered to the 
inner surfece of the of the flexible covering layer 62, and the tabs 68 could be 
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lengths of pressure sensitive adhesive coaled tape adapted to adhere to the outer 
surface of the flexible covering layer 62. 

Figure 14 illustrates an assembly 70 from which can be made disposable 
"»w garments either in the form of diapers, training pants, or adult m contmence briefs. 

5 Theasseinbh/70wasmadeusmg(l)acontinu<ntt 

composite 10 illustrated in Figures 2 and 3 modified (as was described with 
reference to Figure 8) so that the strands 16 are more closely spaced and/or are 
optionally larger in diameter adjacent opposite edges 74 of the length 72 
(alternatively the length 72 could be of the elastic sheet-like composite 30), and (2) 

10 a plurality of elongate strips 75 extending transversely to the length 72, which strips 
75 are of the elastic sheet-Eke composite 10 illustrated in Figures 2 and 3 in which 
the strands 16 extend longitudinally of the strips 75 (aheratrvery the strips 75 could 
be made of the elastic sheet-Eke composite 50 or of other conventional elastic 
material used in this type of product). The first sheet 12 of flexible material 

15 included in the continuous length 72 of the elastic sheet-Eke composite 10 could be 
of a non elastic or of an elastic polymeric sheet material. Pre-cut pieces of 
conventional moisture absorbent padding 76 extending transverse of the- continuous 
length 72 between its edges 74 are adhered in spaced relationship to the continuous 
length 72 over its side on wMchhs strands 16 extend. The outer, surfaces of the 

20 first sheets 12 of flexible tnaterial on the strips.75 are adhered to the continuous 
leitgm 72 over Hs side on which 

the strands 16 of both the strips 75 and the length 72 are under tension to flatten the 
two strips 75 and the length 72. The strips 75 are thus adhered along the opposite 
sides of each of the spaced pieces of padding 76 that are extending transverse of the 

25 length 72 and along which wffl be formed the leg openings for the diapers or 

training pants to be made Incorporating the pieces of padding 76. The strands 16 of 
the strips 75 cause the length 72 to have arcuate portions 78 along the strips 75 that 
project away from those elastic strands 16 and are oriented at right angles to the 
arcuate portions 13 in the length 72 that are caused by ks strands 16. Individual 

30 diapers may then be cut from the assembly 70 by cutting the length 72 transversely 
between the adjacent pieces of padding 76 and between adjacent strips 75 
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therebetween and adding to the side of length 72 opposite the pieces of padding 76 
two projecting tabs and a sheet of nonwoven fibers that are bonded internally of the 
sheet or other loop material similar to and located as the tabs 69 and the sheet of 
... .=«**•.-: • • • ~ : ':""* nonwqviBi fibers or loop n»t*"»i 67 illustrated in Figure 12* ...Alternatively if 

5 training pants are to be formed, the length 72 and pieces of padding 76 can be 
folded longitudinally of the length 72 to bring its edges 74 together with the folded 
padding 76 enclosed by the folded length 72, and portions 80 of the length 72 that 
wffl then be adjacent each other on opposite sides of the folded pieces of padding 76 
can be attached together adjacent and for a short distance normal to the edges 74 by 

10 various means such as adhesives, chemical bonding, heat sealing, sonic welding, etc. 
The folded length 72 can be cut apart through the sealed portions 80 midway 
between the adjacent pieces of padding 76 and between the adjacent strips 7S 
therebetween to form individual training pants, each incorporating one of the pieces 
of padding 76 and two of the strips 75 around its leg openings. 

•15 Figure 15 illustrates a sixth embo diment of a method and equipment 

according to the present invention met can be used for making the fourth and fifth 
etabodimeati c£ ekrfic ybtet-lik* composite- 90 and 1 00 according to the present 
invention respectively illustrated in Figures 16 and 17. . . 

The e^pinent illustrated m Figw 15 includes first and second generally 

20 c^liBdUGtf boi»dia^ raOcA «2 and «3. «acb laaeyi^K **». i* 3 ". p«t^hefy . anoimd 
that axis defined by 

of the bonding rollers 82 and 83; means such as a frame for the equipment (not 
shown) for mounting the bonding rollers 82 and 83 in anally parallel relationship 
with the peripheries of the bonding rollers 82 and 83 defining a nip therebetween; 

25 means by a pair of sheet compacting devices 86 and 87 (e.g., the devices 

eonnien^ obsignated ^ 

Mkrex Corporation, Walpole, MA, which crinkles and compresses the fibers or 
materials of a sheet to form a sheet that is compacted in a first direction along its 
surfaces and can be easily expanded in that first direction by partial straightening of 

30 the fibers in the sheet) each adapted for receiving a sheet 88 or 89 of flexible 

material having opposite major surfaces; compacting that sheet 88 or 89 in a first 
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d^eedon parallel to its major surfaces (Le., along its direction of travel through the 
device 86 or 87) so that the first and second compacted sheets 91 and 92 have 
opposite surfaces and can be extended in the first direction along those suffices in 
o *^ > < ,he range of U to over 4 timesfes compacted length in the first direction; means ^ 
5 for feeding the first and second compacted sheets 91 and 92 of flexiM^ 

the nip in opposed relationship along the surfaces of the first and second bonding 
rollers 82 and 83; and means in the form of an extruder 83 that is essentiaUy the 
same as the extruder 22 described above for extruding resuiently elastic 
thermoplastic material to form a muhipHcity of generally parallel elongate molten 
strands 95 of the resiliency elastic thermoplastic material extending in generally 
parallel spaced relationship and for positioning the molten strands 95 between the 
opposed surfaces of the first and second compacted sheets 91 and 92 of flexible 
material in the nip between the first and second bonding rollers 82 and 83 with the 
stands 95 extending in the first direction along the first and second compacted 
sheets 91 and 92 where the strands 95 are thermally bonded to the first and second 
compacted sheets 91 and 92 at spaced bonding locations 56 along the strands 95 
because of bonding pressure applied by tbc ridges 85. The elastic sheet-lDre 
composite 90 is retained along the penpheryofthebc^ rotter 82 by a guide 
roller 97. and the btmdmg rotter 82 is cooled (e.g-. to 100 degrees Fahrenheit) to 

20 help sofidify the strands 95. 

As with the other sheets of flexible material described above, the compacted 
sheets 91 and 92 can be formed from many materials including non-woven fibers, or 
from polymeric film, and when the compacted sheets 91 and 92 and the strands 95 
comprise-generally the same thermoplastic material, the extruding strands 95 are 
25 fused to the compacted sheets 91 and 92 of flexible material. 
Thedasticsfc^lto 
Figure 15 is illustrated in Figure 16. That sheet-like composite 90 comprises in its 
un.stretched state (1) a multiplicity of the generally parallel elongate extruded 
strands 95 of recently elastic thermoplastic material extending in generally parallel 
spaced relationship, each of the strands 95 having opposite elongate side surface 
portions that are spaced from and are adjacent the elongate side surface portions of 
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adjacent strands 95, and each of the strands 95 also having corresponding opposite 
first and second elongate surfece portions extending between the opposite elongate 
side surfece portions; and (2) the first and second compacted sheets 91 and 92 of 
• flexible material having opposite major surfaces, and being compacted in a first -. 
5 direction along those first surfeces so that the first and second compacted sheets 91 
and 92 can be extended in the first direction in the range of 1.1 to over 4 times its 
compacted length (and preferably over 1 2 times its compacted length) in the first 
direction. Those first and second compacted 91 and 92 are respectively thermally 
bonded to the first and second elongate surfece portions of the strands 95 at the 
10 spaced bondin g locations 96 with the strands 95 extending in the first direction to 
afford elastic extension of the strands 95 and the compacted sheets 91 and 92 in the 
first direction. 

The equipment illustrated in Figure 1 5 can be operated with only one of the 
sheets 88 or 89 of flexible material, in which case h will make an elastic sheet-like 

IS composite like the elastic sheet-like composite 100 illustrated in Figure 1 7. That 
elastic sheet-like composite 100 comprises in its un-stretched state (1) a multiplicity 
of the Eci^ilv p&nJIe! elongate extruded strands 95 of resiliency clastic 
thermoplastic material extending in generally parallel spaced relationship, and only 
one compacted sheet 91 or 92 (identified as sheet 91 in the drawing) of flexible 

20 material that is compacted in a first direction along its surfeces so that the 

compacted sheet 91 or 92 can be extended in the fim direction in the range of 1.1 
to over 4 times its compacted length in the first direction. The compacted sheet 9 1 
or 92 is thermally bonded to the first elongate surfece portions of the strands at 
spaced bonding locations 98 with the strands extending in the first direction to 

25 afford elastic extension of the strands and the compacted sheet 91 in the first 
direc tio n* 

Figure 18 illustrates a sixth embodiment of a method and equipment 
according to the present invention that can be used for making embodiments of 
elastic sheet-like composite that are very similar to the embodiments of elastic 
30 sheet-like composites 90 and 100 respectively illustrated in Figures 16 and 17, 

except that the strands 95 are thermally bonded to the compacted sheets 91 and/or 
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92 along essentially the entire lengths of the strands 95 rather than having 
longitudinally spaced parts of the strands thermally bonded to the first compacted 
sheets at spaced bonding locations 96 or 98 along the strands 95. 

Puts of the equipment ahjstiited in Figure IS that are the sum as parts of 

5 theequipmerffflustrat^ 

and provide the same fimction. The equipment illustrated in Fgure 18 differs only 
from the equipment illustrated in Figure 15 in that first and second generally 
cylindrical bonding rollers 102 and 103 used in that equipment have peripheries 1 05 
and 106 respectively around their axis that are cylindrical so thu the strands 95 are 

10 thermally bonded to the first and second compacted sheets 91 and 92 along then- 
entire lengths. 

Examples 

Example 1: Elastic sheet-like composite similar to the elastic sheet-like 
15 composite 10 illustrated in Figure 2 was made using equipment similar to that 
illustrated in Figure 1 using the following mbauie in the txmida 22 to foim the 
strands 16; ninety percent (90°A) ofe thermoplastic synthetic robber commercially > 
designated Kraton 1657 that U commercially available from Shell Chemical Co., 
Houston. Texas; two percent (2%) of a coloring agent cpnixnercially ^ designated 
20 CBE I01P White commercially available fit>m Spectrum Colon, Minneapous, 
Minnesota; three percent (3%) of asBp agemo3mmerci^ 
101 10 and available from Ampacet Corp., Mount Vernon, N.Y.; and five percent 
(5%) of an and blocking material commercially designated CBE 13782E that is 
available from Spectrum Colors. About ten strands 16 per inch of that material 
25 having diameters of about 0.05 centimeter or 0.020 inch were applied by equipment 
nauar to that illustrated in Figure 1 to conugated first sheets 12 of different 
mUeriabmduW^ 

or 0.0014 inch thick polyethylene of the type commonly used in diapers, and (3) 
nonwoven material comprising polypropylene staple fibers thermally point bonded 
30 together. All of the elastic sheet-like composites described above in this paragraph 
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had good elastic properties and did not neck down when extended within the limit 
of straightening the first sheets 12. 

Example 2: Elastic sheet-like composite similar to the elastic sheet-like 
composite 30 illustrated in Figure 5 was made using the same mixture in the 
5 extruder 22 described in the preceding paragraph to fbnn the strands 16a. About 
ten strands 16 per inch of that material having diameters of about 0.05 centimeter or 
0.020 inch were applied by equipment similar to that illustrated in Figure 9 to a 
corrugated first sheet 12 of nonwoven flexible material comprising polypropylene 
staple fibers thermally point bonded together, and a non-corrugated second sheet 
10 32a of 3M brand porous film (XMO-8-044), which is a stretchable porous 

polymeric film material that when stretched will retain most of the shape to which it 
is stretched, to form the structure extending from the periphery of the roll 24 to the 
rollers 44 and 45 in Figure 9. The two sets of rollers 44, 45 and 46 were not used; 
rather that structure was manually stretched to provide the function of the rollers 
15 44, 45 and 46. The resulting clastic sheet-like composite 30 had arcuate portions 
33 of the sheet 32a projecting from corresponding side surface portions 2S of Uie? 
strzs&s: 16 on the side of the $tnmd$ 16 opposite the sheet 12 of nonwoves flexible 
material, thus providing the elastic strands 16 between the corrugated nonwoven 
sheet 12 and the conugated porous film sheet 32a. The resulting sheet material 30 
20 had good clastic properties and did not neck down when extended within the limit 
of straightening the first and second sheets 12 and 32a. 

Example 3 : Elastic sheet-like composite similar to the elastic sheet-like 
composite 10 illustrated in Figure 2 was made using equipment similar to that 
illustrated in Figure 1 . A thermo-plastic rubber commercially available under the 
25 trade name "Kraton G1657X* from Shell Chemical Company, A Division of Shell 
Oil Company, Atlanta, GA, was placed in the extruder 22 to form the strands 16. 
About ten strands 16 per inch of that material at a basis weight of 20 grams per 
square meter were applied by the equipment to a conugated first sheet 12 of loop 
material formed of 0.8 ounces per square yard spunbond polypropylene 
30 commer ci ally available under the trade name "Fiberweb Celestra" from FiberWeb 
North America, Inc., Simpsonville, South Carolina. That material was compacted 
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approximately 30% using the Micrex process described above which softened the 
material and placed a micro structured loop partem in the cross direction of the 
nonwoven material that allowed for longitudinal stretching of the material and 
.iogagaent of hooks so that the material provided the loop portion of a hook and 

5 loop fastener. The first sheet 12 was corrugated in the cross direction between the 
corrugation rollers 20 and 21 to form 7 corrugations per inch, then bonded to the 
strands 16 by the ridges 19 in a nip between the corrugation roll 20 and the smooth 
chill roll 24. Theconugationron21wasataboutl90F;thecorrugationroll20 
W asatabewt230F,andmechiBroll24wasatabout85F. The line speed was 

10 about 15 feet per minute, and the melt temperature in the extruder 22 was about 
430 F. The sheet of loop material 10 produced was soft, breathable and 
inexpensive, had arcuate portions 33 projecting from the strands 16 that were 0.012 
inch in height and width, was stretchable in the machine direction and had good 
elastic properties, and did not neck down when extended to straighten the first sheet 

15 - 12 and to extend the length of the first sheet 12. The sheet of loop material 10 
produced would have many uses, including as a side panel and/or as tic loop 
portion of a hook and loop fastener. 

Eamrie-j: sbeet-jike composite similar to the elastic sheet-like 

: «wnposhel0a^^ 
20 Figure 12, except that the pairs of mppmg rollers 44, 45 and 46 were not used. 

A metaplastic ru^ 

Gl 657X" from S hell Chemical Company. A Division of Shell Ofl Company, 
Atlanta, GA, was used in the extruder 22 to form the strands 16. No first sheet 12 
* was used About ten strands 16 per inch of that material that provided a basis 
15 weight of 20 grams per square meter of the strand material were applied by the 

equipnienttoasetotrf . 

Rayon/Polyester with a basis weight 56 grams per square meter commercially 
available under the trade name "Veratec Versalon" from Veretec. A Division of 
International Paper, Walpole. MA That material was comparted approximately 
30 40% Cte., the compacted material could then be extended to 2.5 times its 

compacted length) using the Micrex process described above which softened the 
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material and placed a micro structured loop pattern in the cross direction of the 
nonwoven material that allowed for longitudinal stretching of the material and 
engagement of hooks so that the material provided the loop portion of a hook and 
loon fastener The second sheet 32a was bonded at spaced locations to the strands 
5 16 b the nip betw^ the corrugation roflM 

ridges 19 of the corrugation member or roll 20. The corrugation roll 20 was at 
about 230 F 9 and the chill roll was at about 85 F. The line speed was about IS feet 
per minute, and the mdt temperature in the extruder 22 was about 425 F. The 
sheet of loop material produced was initially fiat with the entire second sheet 32a 

10 Ijong against the strands 16, but was manually stretch in the machine direction and 
released so that the strands 16 returned to their original lengths and the portions of 
the second sheet 32a between the portions thereof attached to the strands 16 
formed arcuate portions 13 about 0.012 inch wide at the strands 16 and 
approx imat ely 0.06 inch in height from the strands 16. Before such stretching, the 

15 loop material produced could be wound flat on a roll which produced a roll that 
was mom delist? md \hm move easily snipped and stored than s roll of ihe same 
materia) aft er it; wks stretched and released The elastic sheet-like composite 10 
thus produced was soft, breathable and inexpensive, had good elastic properties, did 
not nedr down wfafg rxtrr^ *n straighten the first sheet 12 and/or to extend the 

20 length of the first sheet 12, apd was deemed usefiil as a side panel on a child or . 
adult incontinent diaper or on a training pant, or as the ^ 
loop fastener, or as an elastic wrap. 

Example S: An elastic sheet-like composite similar to the elastic sheet-like 
composite 30 illustrated in Figure 5 was made using the equipment illustrated in 

25 Figure 4. A thermoplastic rubber commercially available under the trade name 
TCraton G1657X" from Shell C^enricalCon^any, ADiviaonofShellOil 
Company, Atlanta, GA, was used in the extruder 22 to form the strands 16. About 
ten strands 16 per inch of that material that had a baas weight of about 40 grams 
per square meter were extruded at a temperature of 450 degree F between two 

30 sheets 12 and 32 of spunbon ded n on-woven point bonded material that* had a basis 
weight of 0.5 ounce per square yard and were commercially available under the 
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trade name "Amoco KFX", identification 9.585A, from Amoco Fabric and Fibers 
Company. Atlanta Ga. The sheets 12 and 32 of material were corrugated by the 
pairs of mating corrugating members or rollers 20, 21 and 36, 37 respectively, 
- wMchpairto*»«mgat^ 
5 the ridges 19 and 38 of the corrugating members 20 and 24 in opposed relationship 
through the nip between the rollers 20 and 36 as is illustrated in Figure 4, and to 
thereby place the anchor portions 14 and 34 of the sheets 12 and 32 of material 
opposite each other on the strands 16 as is illustrated in Figure 5. The surface 
speed of the corrugating members 20 and 36 was 20 feet per minute. The 
10 corrugating members 36 and 20 were heated to 230 degree F and had rough 

textured surface finishes to assist in holding the sheets 12 and 32 of material along 
their surfaces between the corrugating members 21 and 37 and the nip between the 
corrugating members 36 and 20 at which the strands were adhered between the 
anchor portions 14 and 34 of the sheets 12 and 32 of material. The corrugating 
15- members 21 and 37 were heated to 200 degree F and had a very smooth polished 
chrome surfeces to facilitate their release from the sheets 12 and 32 of material 
a3e;; £ the corrugating members 21 and 37. The; resultant sheet of elastic material 
had arcuate portions 13 and 33 that projected from the strands 16 by about 2.5 
naTlm3etets,liadattoverauth^ . 
20 stretched iongihidmauy of the strands 16 to about i.8 times hs uo-stretched length, 
and did not heck down sideways when h was thus stretched: The resultant sheet of 
clastic material was very soft and conformable, and was deemed suitable for many 
uses, including as a tide panel on a diaper, as the loop portion of a hook and loop 
fastener or as a medical wrap. 
25 Example 6: An elastic sheet-like composite similar to the elastic sheet-like 

composite 90 illustrated in Figure 16 was made wh* the equipment illustrated in 
Figure 15 except that the bonding roller 83 had a smooth cylindrical periphery. The 
two sheets 88 and 89 of material used were the spunbonded point bonded 
nonwoven material having a basis weight of 0.5 oz/square yard that is sold under 
the trade name "Amoco RFX", identification 9.585 A by Amoco Fabric and Fibers 
Company, Atlanta Ga. The two sheets 88 and .89 were compacted to 30% of their 
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ori ginal length (3: 1 compaction) by the Micrex process described above using the 
sheet compacting devices 86 and 87. The compacted sheets 91 and 92 were 
dir ec te d along the peripheries of the bonding rollers 82 and 83 on opposite sides of 
the curtain of molten strands 95 as is illustrated in Figure 15. A thermoplastic 
5 rubber c ommer cially available under the trade name "Kraton Gl 657X" from Shell 
Chemical Company, A Division of Shefl Oil Company, Atlanta GA, was used in the 
extruder 83 to fonn the strands 95. About ten strands 95 per inch of that material 
that had a basis weight of about 40 grams per square meter were extruded at a 
temperature of 450 degrees Fahrenheit between the two compacted sheets 91 and 

10 92 along the peripheries of the bonding rollers 82 and 83. The bonding rollers 82 
and 83 point bonded the strands 95 to the compacted sheets 91 and 92 at about 7 
bonding location 96 per inch, although additional bonding between these bonding 
location 96 were noted The resultant elastic sheet-like composite 90 was soft, 
exhibited good elastic properties and did not neck down when elongated to the 

IS maximum noa compacted lengths of the first and second sheds 88 and 89. The 

elastic sheet-like composite 90 appeared lo hive marry poietfliai uses, such &s s loop 
portion, of s bock and loop festajer, * diaper ride panel, a medical bandage or *s z 
. headband. 

Example #7: An elastic sheet-like composite similar to the elastic sheet-like 
20 composite 100 illustrated in Figure 17 was to^ewto 

Figure IS and described in example 6 except that only one sheet 88 of the sheet 

material described in Example 6 thai was compacted about 3 : 1 to form the 
compacted sheet 91 was used to fonn the elastic sheet-like composite. The 
resulting elastic sheet-like composite was soft, conformable and did not neck down 

25 once stretched. The exposed side of the elastic strands 95 exhibited good cohesion 
to the elastic sheet-like composite when it was wrapped on itsel£ Apparent 
potential uses included a low cost medical wrap or as a side panel on a diaper. 

Example 8: An elastic sheet-like composite similar to the elastic sheet-like 
composite 90 illustrated in Figure 1 6 (except that it did not have the specific 

30 bonding locations 96) was made with the equipment illustrated in Figure 1 8 in 

which the bonding rollers 102 and 103 both have smooth cylindrical peripheries 105 
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and 106. The two sheets 88 and 89 of material used were the spunbonded material 
sold under the trade designation "Celestra 0.5 oz PP spunbond* 1 by FiberWeb North 
America, Inc SirapsonviDe, SC. The two sheets 88 and 89 were compacted to 
50% of their original length (2:1 compaction) by die Micrex process described * . , 
5 above using the sheet compacting devices 86 and 87. The compacted sheets 91 and 
92 were directed along the peripheries of the bonding rollers 102 and 103 on 
opposite sides of the curtain of molten strands 95 as is illustrated in Figure 18. A 
thermoplastic rubber commercially available under the trade name "Kraton 
G1657X" from Shell Chemical Company, A Division of Shell Oil Company, Atlanta 

10 GA, was used in the extruder 83 to form the strands 95. About ten strands 95 per 
inch of that material that had a basis weight of about 35 grams per square meter 
were extruded at a temperature of 450 degrees Fahrenheit between the two 
compacted sheets 91 and 92 along the peripheries of the bonding rollers 82 and 83. 
The bonding rollers 102 and 103 bonded the strands 95 to the compacted sheets 

15 - along their entire lengths. The resultant elastic sheet-like composite was soft, 
exhibited good elastic properties and did not neck down when elongated to the 
maximum non compacted lengths of the fira ?j)6 second sheets £8 and 89. 

The present invention has now been described with reference to several 
embodiments and modifications thereof It will be apparent to those skilled in the 

20 : art that many changes can be made in the embodiments described wthout'depaxtirig 
from the scope of the present invention, thus the scope of the present invention 
should not be limited to the structures and methods described in this application, but 
only by structures and methods described by the language of the claims and the 
equivalents of those structures and methods. 

25 
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Claims: 

L An elastic sheet-like composite comprising: 
*muhfcEcfcy of generally parallel elongate extruded strands of resUiently 
5 elastic thennoplastic material extending in generally parallel spaced relationship, 
each of said strands having opposite elongate side surface portions that are spaced 
from and are adjacent die elongate side surface portions, of adjacent strands, and 
each of said strands also having corresponding opposite first and second elongate 
surface portions extending between said opposite elongate side surface portions; 
10 and 

a first sheet of flexible material having spaced anchor portions thermally 
bonded at first sheet bonding locations to longtodin^^a^^arte of the strands 
along said first elongate surface portions, and having arcuate portions projecting 
from said elastic strands between saidsfi^stsheet bondingibcations; 

15 the bonds between said strands and said anchor portions at said first sheet 

bonding locations extending along the entire parts of the side surface portions of the 
strznds tbst. ere dmdy tdizcent the anchor portions, znd the strands: having uniform 
mo rp hology along their lengths including at said bonding locations, 

20 2. An elastic sheet-like composite according to claim 1 fiirther including a 

second shtet of flexible material having anchor portionstfaermally bonded at second 

sheet bonding locations to longitudinally spaced parts of the strands along said 
second elongate surface portions, and having arcuate portions projecting from said 
second elongate surface portions of the elastic strands between said second sheet 
25 bonding locations. 

3. An elastic sheet-Eke composite according to claim 1 wherein said first 
sheet is formed of nonwoven fibers thai are bonded internally of the sheet, said 
fibers being crinkled and compressed within the first sheet so that the first sheet can 
30 be easily expanded by partial straightening of the fibers in the first sheet and can 
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allow the elastic sheet-Uke composite to be expanded past the condition where the 
major surfaces of the first sheets are straightened. 



10 



4. An elastic sheet-Uke ccwnposte «cc«ding to claim 1 wherein said strands 
have a greater width between said opposite elongate side surface portions along 
said first sheet bonding locations than between said first sheet bonding locations, 
and the strands are formed around and indented by the arcuate convex surfaces of 
the anchor portions at said first sheet bonding locations to provide firm attachment 
between said first sheet and said strands. 



5. An elastic sheet-like composite comprising: 

a multiplicity of generally parallel elongate extruded strands of resfliently 
elastic thermoplastic material extending in generally parallel spaced relationship, 
each of said strands having opposite elongate side surface portions that are spaced 

15 - from and are adjacent the elongate side surface portions of adjacent strands, and 
each of said strands also having corresponding opposite Sm aid second elongate 
surface portions extending between said opposite elongaie side surface portions; 
and 

a sheet of stretchable flexible material that when stretched in a first direction 
jo wfflretammosto^ 
anchor portions thetma^ 

said first elongate surface portions at bonding locations; 

the elastic sheet-like composite being stretchable past the condition where 
the major surfaces of the sheet are straightened, such stretching and release of the 
25 sheet-Uke composite causing arcuate portions of the sheet to project from said 
elastic strands between said first sheet bonding locations. 

6. An elastic sheet-Uke composite according to claim 5 wherein said sheet is 
formed of nonwoven fibers that are bonded internally of the sheet, said fibers being 
30 crinkled and compressed within the sheet so that the sheet can be easily stretched by 
partial straightening of the fibers in the sheet 
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7. A method for forming an clastic sheet-like composite, said method 

comprising: 

providing a first sheet of flexible material; 

forming the first sheet of fladble material to nave arcuate portions 
5 projecting in the same direction fi^m spaced aiichor portions of the first sheet of 
flexible material; 

extruding spaced generally parallel elongate strands of molten thermoplastic 
material that is resflientiy elastic when cooled onto the anchor portions of the first 
sheet of flexible material to form resffientiy elastic strands thermally bonded to and 
10 extending between the anchor portions of the first sheet of flexible material with the 
arcuate portions of the first sheet of flexible material projecting from corresponding 
elongate side suruce portions of the strands; and 
cooling and solidifying the strands. 

15 8. A method for forming an elastic sheet-like composite according to claim 

7 further including the step of pressing said strands onto the first sheet bonding 
locations so that siid stands have * greater width along s»d first sheet bonding 
locations thaabetween the first sheet bonding locations, the strands are formed 
. around andmdentedbytte 

2 o first sheet bonomgl^ 

jtnr*. .i^g th* «foa aide nifece noitiOM of tttads that «c closely adjacent 

the anchor portions. 

9. A method for forming an elastic sheet-like composite according to claim 

25 7 further including the steps o£ 

providing a second sheet of flexible nuterial; 
forming the second sheet of flexible material to have arcuate portions 
projecting in the same direction from spaced anchor portions of the second sheet of 

flexible material; and 
30 positioning the spaced anchor portions of the second sheet of flexible 

material in closely spaced opposition to the spaced anchor portions of the first sheet 



-36- 



WO 9S/J42W 



PCI7US9S/05817 



of flexible material with the arcuate portions of said first and second sheets of 
flexible material projecting in opposite directions; 

and wherein said extruding step extrudes the spaced generally parallel 
elongate strands of molten itannoplastic iiiaterid 

5 portions of both the first and second sheets of flexible material to form resffiehtly 
elastic strands bonded to and extending between the anchor portions of both the 
first and second sheets of flexible material with the arcuate portions of the first and 
second sheets of flexible material projecting m opposite directions from 
corresponding opposite first and second elongate side surface portions of the 

10 strands. 

10. A method for forming an elastic sheet-like composite according to 
claim 7 further including the steps of 

providing a second sheet of stretchable flexible material that when stretched 
15 '. will retain most of the shape to which it is stretched; and 

positioning one surface of the second sheet of flexible material in closely 
spaced opposition to the spaced anchor portions of the first sheer of flexible 
material on the side of the spaced anchor portions opposite the arcuate portions of 
the first sheet of flexible material; 

strands of molten thermoplastic material between and onto both the anchor portions 
of the first sheet of flexible material and the adjacent surface of the second sheet of 
flexible material to form resttiently elastic strands bonded to and extending between 
the anchor portions of the first sheet of flexible material and extending along and 
bonded to spaced locations along the surface of the second sheet of flexible material 
opposite the atcuate portions of the fim ^ of flexftle material; and 

wherein said method further includes the step of 
stretching said elastic sheet-like composite longhudinauy of said strands after said 
cooling and sobdifying step to permanently stretch said second sheet of flexible 
material so that upon elastic recovery of said strands, said second sheet of flexible 
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material will have arcuate portions projecting from corresponding side surface 
portions of the strands. 

11. Amettod fiwfbraimg an elastic sheet-like tiompost* said method ^ 

5 comprising: 

providing a sheet of stretchable flexible material that when stretched in a 
first direction will retain most of the length to which h is stretched; 

extruding spaced generally parallel elongate strands of molten thermoplastic 
material that is realientry elastic when cooled; 

io thermally bonding together spaced anchor portions of the first sheet of 

flexible material and spaced portions of the resiliently elastic strands so that the 
strands extend in the first direction between the anchor portions of the first sheet of 
flexible material with a side surfece of the first sheet of flexible material laving along 
elongate side surface portions of the strands; and 

13 cooling and solidifying the strands. 

12. A. method for forming m clastic sheet-like composite according to 
claim 11 wherein said method further inctadea the step of stretching the elastic 
sheet-like cbinposite b W 

20 coofing and Edifying step so mat upon elastic nscovery of said strands, said sheet 
of flexible material wul have arcuate pottions projecting from corresponding side 
surface portions of the strands. 

13. A method for forming an elastic sheet-like composite according to 
25 claim 1 1 wherein the sheet of flexible material provided in said providing step is a 

sheet of nonwoven fiben that are bond^ internafly 

crinkled and compressed within the sheet so that the sheet can be easily stretched by 
partial straightening of the fibers in the sheet 



30 



14. A disposable diaper or other garment including an elastic sheet-like 
composite comprising: 
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a multiplicity of generally parallel elongate strands of resiliently elastic 
thermoplastic material extending in generally parallel spaced relationship, each of 
said strands having opposite elongate side surface portions that are spaced from and 
are adjacent the elongate side surfece portions of adjacent strands, and each of said 
5 strands also having corresponding opposite first and second elongate surface 
portions extending between said opposite elongate side surfece portions; and 

a first sheet of flexible material having anchor portions thermally bonded at 
first sheet bonding locations to longitudinally spaced pans of the strands along the 
first elongate surfece portions, and having arcuate portions projecting from said first 
10 elongate surfece portions of the elastic strands between said first sheet bonding 
locations. 

15. A disposable diaper or other garment according to claim 14 wherein 
said elastic sheet-like composite further includes a second sheet of nonwoven 

15 ' thermoplastic fibers that are bonded internally of the sheet having anchor portions 
thermally bonded at second sheet bonding locations to longitudinally spaced parts 
of -he eknic strands along said, second dongalc- surface portions, asd honing 
arcuate portions projecting from sad second elongate surfece portions of the elastic 
strand* between said second sheet bonding locations, a^ 

20 farther includes a covering flexible layer having opposite major surfeces and 
whereai the surface of said first sheet of flexible material opposite said strands is 
adhered surface to surfece with said covering flexible layer so that said strands 
cause said covering flexible layer to have arcuate portions projecting from said first 
elongate surfece portions of the elastic strands between said first sheet bonding 

25 l'^™* mrw^ponding to said arcuate portions of said first sheet of flexible 
material. . - . . 

16. A disposable diaper or other garment according to claim 15 wherein in 
said second sheet of nonwoven thermoplastic fibers that are bonded internally of the 

30 sheet, said fibers are crinkled and compressed within the sheet so that sheet can be 
expanded by partial straightening of the fibers in the sheet. 
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17. A disposable diaper or other garment according to claim 14 wherein the 
bonds between said strands and said anchor portions at said first sheet bonding 

^ locations tn rtf^ along the entire parts of the side surface portions of the strands 
5 that are closely adjacent the anchor portions, said strands lurve a greater width 
between said opposite elongate side sux&ce portions along said first sheet bonding 
locations than between said first sheet bonding locations, and the strands are formed 
around and indented by the arcuate convex surfaces of the anchor portions at said 
first sheet bonding locations to provide firm at tachment between said first sheet and 
10 said strands. 

18. A disposable diaper or other garment according to claim 15 wherein 
said disposable garment incudes hook means adapted for engagement with said 
layer of non-woven fibers so thai said hook means and said second layer of non- 
15 woven fibers provide a rele&sably engageable festener for festening together 

portions of said disposable garment. 

19. Equipment adapted for forming elastic sheet-like composite fiom 
resffiently elastic thennoplastio material 

20 equipment composing: 

first and second generally cylindrical corrugating members each haying an 
axis and including a multiplicity of spaced ridges de fining the periphery of the 
corrugating member, the ridges having outer surfeces and de fin i ng spaces,between 
said ridges adap ted to receive portions of the ridges of the other corrugating 
25 member in meshing relationship with the sheet of flexibie material therebetween; 

means for mounting the corrugating members in adaHy parallel relationship 
with portions of the ridges in meshing relationship; 

means for rotating at least one of the corrugating members so that when the 
sheet of flexible material is fed between the meshed portions of the ridges the sheet 
30 of flexible material will be generally conformed to the periphery of the first 

corrugating member to form arcuate ponions of the sheet of flexibie material in the 



-40- 



WO 95/34264 



FCT/DS9S/0S8I7 



spaces between the ridges of the first corrugating member and to form anchor 
portions of the sheet of flexible material along the outer surfaces of the ridges of the 
first corrugating member; 

: means forretamii«tl»ftn^ 

5 of the first corrugating member for a predetermined distance after movement past 

the m f^^fl portions of the ridges; 

means for extruding resuiently elastic thermoplastic material to form a 
multiplicity of generally parallel elongate molten strands of the resuiently elastic 
thermoplastic material extending fa generally parallel spaced relationship and for 
10 posWoning the molten strands on the anchor portions of the sheet of flexible 
material along the periphery of the first corrugating member within the 
predetermined distance. 

20. Equipment for forming elastic sheet-like composite according to claim 
15 - 19 further including a generally cylindrical cooling roll having an axis; 

means for rotatabry mounting the cooling roll in axiaiiy parallel relationship 
with the corrugating members with the periphery of the cooling roll closely spaced 

firoanddefinfagainp^the^ 
predetermined distance Sot the meshfag portions pftheridges; 
M means for guiding a second sheet of stret^ 

stretched^ 

the cooling roll into the nip with the periphery of the first corrugating member so 
that the molten strands of resilientiy elastic material adhere the anchor portions of 
the first sheet of flexible material to the adjacent surface of the second sheet of 
25 flexible material to form resuiently elastic strands bonded to and extending between 
theancfcPTiK^^ 

bonded to spaced locations along the surface of the second sheet of flexible material 
opposite the anchor portions of the first sheet of flexible material; and 

means for stretching said elastic sheet-like composite longimdinally of said 
30 strands to permanently stretch said second sheet of flexible material so that upon 
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elastic recovery of said strands, said second sheet of flexible material will have 
arcuate portions projecting from corresponding side surface portions of the strands. 

—21. Equipment adapted for forming elastic sheet^composiu according 
5 to claim 19 further comprising: 

third and fourth generally cylindrical corrugating members each having an 
axis and including a multiplicity of spaced ridges defining the periphery of the 
corrugating member, the ridges having outer surfaces and defining spaces between 
said ridges adapted to receive portions of the ridges of the other corrugating 
10 member in meshing relationship with a second sheet of flexible material 
therebetween; 

means for mounting the third and fourth corrugating members in axiatty 
parallel relationship with portions of the ridges in meshing relationship; 

m eans for rotating at least one of the third and fourth corrugating members 
15 so that when the second sheet of flexible material is fed between the meshed 
portions of the ridges the second sheet of flexible material will be generally 
coisforaitd to the periphery of the third corrugmiiiji member to form &rcu.£it= 
portions of the second sheet of flexible material in the spaces between the ridges of 
the thn^cotiugating member and to fonn anchor portions of the sheet of flexible 
20 material along the outer surfaces of the ridges of the third corrugating member; 

meens for retaining the formed second sheet of flexible material along foe 
periphery of the third corrugating member for a predetermined distance after 
movement past the meshing portions of the ridges of the third and fourth 
corrugating members; 

25 said third corrugating member being positioned m spaced relatiorrship from 

said fo^t corrugating member so that said nicans for extroding resm 
thermoplastic material to form a muitipUchy of generally parallel elongate molten 
strands of the resilientiy elastic thermoplastic material extending in generally parallel 
spaced relationship positions the molten strands on the anchor portions of both the 

30 first and second sheets of flexible material along the peripheries of the first and third 
corrugating members within the predetermined distance. 
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22. Equipment adapted for forming elastic sheet-like composite according 
to claim 19 wherein the ridges extend around and are spaced along the axis of the 
conugating members and said eq^ 
5 means for rxmrdfrg to reciprocate the spaced strands of molten thermoplastic 
material axially of the corrugating members as they are extruded onto the anchor 
portions of the sheet of flexible material along the periphery of the first corrugating 
member. 

10 23. Equipment adapted for forming elastic sheet-Eke composite from 

resiliency elastic thermoplastic material and a sheet of flexible material, said 
equipment comprising: 

a generally cylindrical corrugating member having an axis and including a 
multiplicity of spaced ridges defining the periphery of the corrugating member, 
15 - means for extruding resiliently elastic thermoplastic material to form a 

multiplicity of generally parallel elongate molten strands of the resiliently elastic 
thermoplastic material extending in generally painllel spaced relationship; 
a generally cylindrical cooBng rofl having an axis; 
means for rotatably mounting the cooling roh in axially parallel relationship 
20 with the corrugating member with the periphery of the cooling roll closely spaced 
from and defining a tsp with the periphery of the corrugating member* 

means for guiding a sheet of strctchable flexible material that when stretched 
wffl retain most of the shape to which it is stretched along the surface of the cooling 
roll into the nip with the periphery of the corrugating member so that the molten 
is strands of resffiently elastic material adhere to the surface of the sheet of flexible 
material opposite the cooling toll to form resffiently elastic strands bonded to spaced 
locations along the surface of the sheet of flexible material by the ridges of the 
corrugating member; and 

means for stretching said elastic sheet-like composite longitudinally of said 
30 strands to permanently stretch said second sheet of flexible material so that upon 
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elastic recovery of said strands, said sheet of flexible material will have arcuate 
portions projecting from corresponding side surface portions of the strands. 

24. An elastic sheet-like composite comprising in its un-stretdied rtate: . 

5 a multiplicity of generally parallel elongate extruded strands of reaUently 

elastic thermoplastic material extending in generally parallel spaced relationship, 
each of said strands having opposite elongate side surface portions that are spaced 
from and are adjacent the elongate side surface portions of adjacent strands, and 
each of said strands also having corresponding opposite first and second elongate 

10 surfrtce portions extending between said opposite elongate side suifece portions; 
and 

a first compacted sheet of flexible material having opposite major surfeces, 
and b eing compacted between said surfaces in a first direction along said surfaces so 
that said first sheet can be extended in said first direction in the range of L 1 to over 

15 4 times its compacted length in said first direction, said first compacted sheet being 
thermally bonded to said first elongate surface portions o£ said strands with said 

nYMtb cascading in said first direction to afford elastic extension of szid strands 
and said sheet in said first direction. 

10 25. An elastic sheet-like composhe according to claim 24 fiirther including 

a second compacted sheet of flexible n^erial having opposite m^ 

being compacted between said surfaces in a first direction along said surfaces so 
that said second compacted sheet can be extended in said first direction in the range 
of 1.1 to over 4 times its compacted length in said first direction, said second sheet 
25 bang thermally bonded to said second elongate surfece portions of said strands with 
said strands extendin g in said first direction to afford elastic extension of sad 
strands and both of said compacted sheets in said first direction. 

26. A method for forming an elastic sheet-Eke composite, said method 
30 comprising: 

providing a first sheet of flexible material having opposite major surfeces; 
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compacting the first sheet in a first direction parallel to the surfaces so that 
the first compacted sheet has opposite surfaces and can be extended in the first 
direction in the range of 1.1 to over 4 times its compacted length in the first 
directions '.-..at.*.. «. •--.*v • 

extruding spaced generally parallel elongate strands of molten thermoplastic 
material that is resiliency elastic when cooled onto one of the surfaces of the first 
compacted sheet to form resiliency elastic strands thermally bonded to and 
extending in the first direction along the first compacted sheet; and 

cooling and solidifying the strands. 



27. A disposable diaper or other disposable garment including an elastic 
sheet-like composite comprising in its un-stretched state: 

a multiplicity of generally parallel elongate extruded strands of resiliency 
elastic thermoplastic material extending in generally parallel spaced relationship, 

15 each of the strands having opposite elongate side surface portions that are spaced 
from and are adjacent the elongate side surface portions of adjacent strands, and 
each of ihe strands also having corresponding opposite first znd second elongate 
suifiee portions extending between the opposite elongate side surface portions; and 
■ a first compacted sheet of flexible material having opposite major surfaces 

20 and being compacted between said surfaces in a first direction along said surfaces so 
that said first convicted sheet can be extended in said first direction in the range of 
1.1 to over 4 times its compacted length in said first direction, said first compacted 
sheet bang thermally bonded to said first elongate surface portions of said strands 
with said strands extending in said first direction to afford elastic extension of said 

25 strands and said first compacted sheet in said first direction. 

28. A disposable diaper or other disposable garment according to claim 27 
wherein longitudinally spaced parts of the strands are thermally bonded to said first 
compacted sheet at spaced bonding locations along said strands. 

30 
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29. A disposable diaper or other disposable garment according to claim 27 
^tedn the strands are thermally bonded to said first compacted sheet along 
essentially the entire lengths of said strands. 

30. A disposable diaper or other disposable garment according to claim 27 
farther including a second compacted sheet of flexible material having opposite 
major surfaces, and being compacted between said surfaces in a first direction along 
said surfaces so that said second compacted sheet can be extended in said first 
direction in the range of 1. 1 to over 4 times hs compacted length in said first 
direction, said second compacted sheet being thennaUy bonded to said second 
elongate surface portions of said strands with said strands extending in said first 
direction to afford elastic extension of said strands and both of said first and second 
compacted sheets in said first direction. 
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